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MATERI ALS SPEC!I FI CATI ON
FOR
TAPPI NG VALVES - MECHANI CAL JO NT TYPE

1. General :

Al'l valves supplied under this Specification shall be designed and
manuf actured in accordance with AWM C500 or AWM C509 or AWM C515, with
the following additional requirenments or exceptions.

2. Val ve Descri ption:

Val ves shall be iron body, double-disc gate valves, fully bronze-
nmounted, with parallel seats; or resilient seated gate valves. If the
resilient seats are bonded to the gates, the gates shall be totally
encapsul ated with the material, with the exception of any guide tabs or
slots. Al valves shall have non-rising stains.

3. Install ation:

Valves wll be installed with the stem vertical in buried
hori zontal water |ines w thout gearing, by-passes, rollers or tracks.

4, Servi ce:

Al valves shall be suitable for frequent operation as well as
service involving long periods of inactivity. Valves shall be capable of
operating satisfactorily with flows in either direction. The operating
pressure for all sizes shall be 200 psig.

5. Val ve Stem

Resilient seated gated val ves shall be supplied with stens having a
m nimumyield strength of 40,000 psi and a m ni mum el ongation in 2 inches
of 12% and shall be nade of bronze per ASTM B 763, Copper Al loy No.
C99500 or stainless steel per ASTM A 276, Type 304 or 316; or Al SI 420.

Valves shall be furnished with 2 inch square wench nuts. The
wench nut shall comply with 3.15 of AWM C500. Stem seal shall consist
of two (2) Orings in accordance with 3.12 of AWM C500 or Section 4.8 of
AWM C509. Val ves shall open by turning in the direction specified in
the Bill of Mterials.

6. Bolting Material:

Bonnet and gland bolts and nuts shall be either fabricated from a
low al l oy-steel for corrosion resistance, or electro-plated with zinc or
cadm um The hot-dip process in accordance with ASTMA 153 is not
accept abl e.
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7. End Connecti ons:

A Inlet End of Val ve:

Inlet end of the valve shall be flanged. Al'l dinensions and
drilling of this flange shall conformto ANSI B16.1, dass 125.
B. CQutlet End of Valve:

Qutl et end of the valve shall have a standard nechanical joint

end conforning to AWM Cl111. The face of the nechanical joint
shall have a sufficiently snoboth and even surface to allow a tight
Oring seal wth the tapping equipnent. Accessories for the

mechanical joint consisting of the gasket, gland and fasteners
shall be furnished. The tee-head bolts and hexagon nuts shall be
fabricated from a high-strength low alloy steel known in the
i ndustry as Cor-Ten, Usalloy, ductile iron Durabolt or equal. Both
ends of the valve shall be covered for shipnent, and the mechani cal
joint accessories shall be packed inside the body of the valve.

8. Seat Ring Size:

Body of the valve and seat opening shall be sized |arge enough to
accommodat e the foll owing sizes of shell cutters:

Tappi ng Val ve Shel | Cutter
Nom nal D aneter Di anet er

4" 3 7/8" + 1/32"

6" 5 13/16" + 1/32"

8" 7 7/8" + 1/32"

10" 9 3/4" + 1/32"

12" 11 7/8" + 1/32"

9. Testi ng:

Each val ve, after shop assenbly, shall be given the operation and
hydrostatic tests in accordance with AWM C500 or AWM C509 or AWM C515.

| 0. Pai nti ng:

Al valves shall be painted or coated in accordance with 3.21 of
AWM C500, Section 5.2 of AWM C509, or Section 4.5.2 of AWWA C515.
Machi ned flange faces shall be evenly coated with a rust preventative
conpound.

11. Certification:

The manufacturer shall furnish a sworn statenent that the
i nspection and all of the specified tests have been made and the results
thereof comply with the requirenents of the applicable Standard(s) herein
speci fi ed. A copy of the Certification including conpliance with NSF
Standard 61 shall be sent to Denver Wter.
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12.  Accept abl e Manuf acturers

Doubl e- D sc Resilient Seated
Muel | er Anmeri can AVK
d ow Muel | er

d ow

Kennedy

U S. Pipe & Foundry
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